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(54) Ferritic stainless steel sheet having superior workability at room temperatures and 
mechanical characteristics at high temperatures, and method of producing the same 



(57) A ferritic stainless steel sheet which has not on- 
ly superior high-temperature fatigue characteristics, but 
also superior workability at room temperatures. The 
steel sheet contains, by weight percent, C: not more 
than 0.02 %, Si: 0.2 to 1 .0 %, Mn: not more than 1 .5 %, 
Cr: 1 1 .0 to 20.0 %, Ni: 0.05 to 2.0 %, Mo: 1 .0 to 2.0 %, 
Al: not more than 1 .0 %, Nb: 0.2 to 0.8 %, and N: not 



more than 0.02 %, balance essentially Fe, and an as- 
pect ratio (dRp/d-j-D) of grain size in planes at 1 1 A and 3/4 
sheet thickness, seen a direction normal to a sheet sur- 
face, in the range of 1 .03 to 1 .35. The steel sheet has a 
thickness greater than 0.3 mm but not greater than 2.5 
mm, and a yield strength Y.S. < 360 MPa and an r-value 
> 1 .3 at 30°C, and wherein after maintaining the steel 
sheet at 900°C for one hour, the Y.S. > 18.0 MPa. 
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Description 

BACKGROUND OF THE INVENTION 

5 1 . Field of the Invention 

[0001] The present invention relates to a ferritic stainless steel sheet which has superior workability at room temper- 
atures and mechanical characteristics at high temperatures, and a method of producing the same. More particularly, 
the present invention relates to a ferritic stainless steel sheet which is suitable for use in, e.g., an automobile part in 
10 the exhaust system, specifically an exhaust manifold, which is manufactured under severe working conditions in two 
or more working steps, such as the steps of forming a pipe by welding, bending it and enlarging the pipe diameter and 
which undergoes a load repeatedly while being heated to high temperatures of not lower than 800°C by exhaust gas 
from an engine and which is subjected to heavy vibrations from the engine, as well as a method of producing the ferritic 
stainless steel sheet. 

15 

2. Description of the Related Art 

[0002] Ferritic stainless steel has a smaller coefficient of thermal expansion than austenitic stainless steel, and has 
advantages that the problem of thermal strain resulLing when used in an environment subjected to high temperatures 

20 and low temperatures alternately is relatively insignificant, and that oxidation resistance at high temperatures is supe- 
rior. However, ferritic stainless steel has a problem in workability when worked for shaping at room temperatures. 
[0003] Various alloy elements are added to, in particular, a member used in a high-temperature environment, such 
as an exhaust manifold, for the purpose of increasing the strength at high temperatures. Generally, addition of various 
alloy elements at high rates, on one side, increases the strength at high temperatures and improves high-temperature 

25 fatigue characteristics and thermal fatigue characteristics, but on the other hand, increases the hardness and strength 
in working and decreases drawing form ability represented by the r-value. These disadvantages make it more difficult 
to form a steel sheet into a complicated shape. 

[0004] As one solution for overcoming the problems described above, Japanese Unexamined Patent Application 
No. 4-228540 proposes ferritic stainless steel in which an appropriate amount of Co is contained in Nb-Mo-(Ti) added 
30 steel to improve the strength at high temperatures without causing an increase in the strength at room temperature. 
With the proposed ferritic stainless steel, the tensile strength (referred to as the T.S." hereinafter) at about 850°C 
increases noticeably. 

[0005] With recent increasing technical demands for further improvements in eco-friendliness and fuel consumption 
efficiency, however, the temperature at which the exhaust manifold is employed has risen to a level over 850°C. In 
35 other words, conventional materials are no longer adapted for such a high-temperature environment because of the 
insufficient strength at high temperatures. 

[0006] Fig. 1 shows results of measuring changes overtime in the strength (Y.S. or yield strength corresponding to 
a tension set of 0.2 % at a strain rate of 0.3 %/min) of the above-described conventional ferritic stainless steel at 900° C. 
[0007] As will be seen from Fig. 1, when the conventional steel is heated to high temperatures of 900°C or above, 
40 it has sufficient strength immediately after reaching such a high-temperature level. However, when holding the con- 
ventional steel at a high-temperature for a long time, the Y.S. is gradually reduced over time. 

[0008] Thus, because the conventional steel does not endure a high -temperature range of 900°C or above for a long 
time, there has been a demand for development of a novel material that is highly excellent in both of strength at high 
temperatures and workability at room temperatures. 

45 

SUMMARY OF THE INVENTION 

[0009] With a view toward satisfying the above-mentioned demand, it is an object of the present invention to provide 
a ferritic stainless steel sheet which has superior high-temperature fatigue characteristics, strength at high temperatures 
so when the sheet is maintained at high temperatures for a long time, and workability at room temperatures, and to provide 
a method that is advantageous for producing the ferritic stainless steel sheet. 

[0010] It is to be noted that the term "steel sheet" in this specification includes steel strips or hoops. 
[0011] More specifically, the present invention is characterized as follows. 

[0012] According to one aspect of the present invention, the stainless steel sheet has a composition containing, by 
55 weight, 

C: not more than 0.02 %, Si: 0.2 to 1 .0 %, 
Mn: not more than 1 .5 %, Cr: 1 1 .0 to 20.0 %, 
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Ni: 0.05 to 2.0 %, Mo: 1 .0 to 2.0 %, 

Al: not more than 1 .0 %, Nb: 0.2 to 0.B %, and 

N: not more than 0.02 %, 

balance essentially Fe : and an aspect ratio (dpuyd-rQ) of grain size in planes at 1/4 and 3/4 sheet thickness, seen in a 
direction normal to a sheet surface, that satisfies the following formula; 

1.03 <(d RD /d TD )< 1.35 

where d RD : average grain size in a rolling direction (RD direction) seen in a direction normal to the sheet surface, and 
dj D : average grain size in a transverse direction (TD direction) perpendicular to the RD direction seen in a direction 
normal to the sheet surface. 

[0013] In the above ferritic stainless steel sheet, preferably, the steel sheet has a thickness of greater than 0.3 mm 
but not greater than 2.5 mm, and a strength Y.S. < 360 MPa and an r-value > 1 .3 at 30°C, and after maintaining the 
steel sheet at 900°C for one hour, the Y.S. > 1 8.0 MPa. 

[0014] In the above ferritic stainless steel sheet preferably P + S < 0.05 wt%. 

[0015] Preferably, the steel sheet has a composition further containing, by weight, one or more of Ti: 0.05 to 0.5 %, 
Zr: 0.05 to 0.5 %, and Ta: 0.05 to 0.5 %. 

[0016] Preferably, the steel sheet has a composition further containing, by weight, Cu: 0.1 to 2.0 %. 

[0017] Preferably, the steel sheet has a composition further containing, by weight, one or more of W: 0.05 to 1 .0 % 

and Mg: 0.001 to 0.1 %. 

[0018] Preferably, the steel sheet has a composition further containing, by weight, Ca: 0.0005 to 0.005 %. 
[001 9] According to another aspect of the present invention, there is provided a method of producing a ferritic stain- 
less steel sheet which has superior workability at room temperatures and mechanical characteristics at high temper- 
atures, the method comprising the steps of hot- rolling a steel ingot in a tandem rolling mill, the steel ingot having a 
composition containing, by weight, 

C: not more than 0.02 %, Si: 0.2 to 1 .0 %, 
Mn: not more than 1 .5 %, Cr: 11 .0 to 20.0 %, 
Ni: 0.05 to 2.0 %, Mo: 1 .0 to 2.0 %, 
Al: not more than 1.0 %, Nb: 0.2 to 0.B %, and 
N: not more than 0.02 %, 

a balance essentially Fe; annealing the resulting hot-rolled sheet; cold-rolling the annealed sheet once or more with 
intermediate annealing; and finish-annealing the cold-rolled sheet, the hot-rolling step being controlled such that the 
total reduction in thickness during passage through final two stands of the mill during finish hot rolling is not less than 
25 %, the elapsed time of passage through the final two stands is not more than 1 .0 second, and the linear pressure 
in the final pass is not lower than 15 MN/m, the step of annealing the hot-rolled sheet being carried out at temperatures 
of 800 to 1 050°C, a final pass in the cold-rolling step being carried out under conditions of a sheet temperature of 80 
to 200°C and the coefficient of friction of 0.01 to 0.2. "Linear pressure" denotes rolling load per unit width of the hot- 
rolled sheet. 

[0020] In the above method, preferably, the cold rolling step is carried out such that the steel sheet has a thickness 
of greater than 0.3 mm but not greater than 2.5 mm. 

[0021] Preferably, the steel sheet has a composition further containing, by weight, one or more of Ti: 0.05 to 0.5 %, 
Zr: 0.05 to 0.5 %, and Ta: 0.05 to 0.5 %. 

[0022] Preferably, the steel sheet has a composition further containing, by weight, Cu: 0.1 to 2.0 %. 

[0023] Preferably, the steel sheet has a composition further containing, by weight, one or more of W: 0.05 to 1 .0 % 

and Mg: 0.001 to 0.1 %. 

[0024] Preferably, the steel sheet has a composition further containing, by weight, Ca: 0.0005 to 0.005 %. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0025] 

Fig. 1 is a graph showing comparatively changes overtime in the strength (Y.S.) of ferritic stainless steel according 
to a conventional method and the inventive method at 900°C; 

Fig. 2 is an explanatory view for explaining the rolling direction (RD direction) and the transverse direction (TD 
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direction) perpendicular to the RD direction; 

Fig. 3 is a graph showing the relationship between the aspect ratio (cIrc/cIjd) of grain size and the Y.S. at 30°C; 
Fig. 4 is a graph showing the relationship between the aspect ratio (dRo/djo) of grain size and r-value; 
Fig. 5 is a graph showing the relationship between the aspect ratio (dpp/djQ) of grain size and the Y.S. after 
5 maintaining a steel sheet at 900°C for one hour; 

Fig. 6 is a graph showing the relationship between the aspect ratio (d^d-j^) of grain size and high-temperature 
fatigue characteristics; and 

Fig. 7 is an explanatory view showing the dimensions and shape of a specimen used in a high -temperature fatigue 
test and explaining the test procedure. 

10 

DESCRIPTION OF THE PREFERRED EMBODIMENTS 

[0026] As a result of conducting intensive studies with a view toward achieving the object set forth above, the inventors 
have found that the intended object can be advantageously achieved by properly controlling the form of precipitates 
15 and the crystal structure of ferritic stainless steel having certain compositions. 
[0Q27] The present invention is based on the above finding. 

[0028] Ferritic stainless steel according to the present invention (referred to simply as "inventive steel" hereinafter) 
will be described below in more detail. 

[0029] The reasons why the composition of the inventive steel is limited to the ranges mentioned above. will now be 
20 given. Note that, in the following description, % means weight percentage if not otherwise specified. 

C: not more than 0.02 % 

[0030] In the inventive steel, if the C content exceeds 0.02 %, the corrosion resistance is decreased. The C content 
25 is therefore limited to be not more than 0.02 %. 

Si: 0.2 to 1.0% 

[0031] Si is an element useful in increasing the strength and improving the oxidation resistance. This effect contrib- 
30 utes to improving the high-temperature fatigue characteristics. To obtain these effects, a Si content of not less than 
0.2 % is required, but if it exceeds 1 .0 %, the strength at high temperatures would be noticeably lowered. The Si content 
is therefore limited to the range of 0.2 % to 1 .0 %. From the standpoint of ensuring stable strength at high temperatures, 
the Si content is preferably not more than 0.6 %. 

35 Mn: not more than 1 .5 % 

[0032] Mn is effective in improving the oxidation resistance, and therefore it is an element required in a material used 
at high temperatures. From that point of view, Mn is preferably present in amount not less than 0.1 %. However, if Mn 
is in excess, the toughness of the steel would be decreased and the production of steel would be difficult to carry out 
40 because of, e.g., cracking occurring during cold rolling. The Mn content is therefore limited to not more than 1 .5 %. 

Cr: 11.0 to 20.0% 

[0033] Cr is effective in increasing the strength at high temperatures, the oxidation resistance, and the corrosion 
45 resistance. The Cr content of not less than 11.0 % is essential to obtain satisfactory levels of the strength at high 
temperatures, the oxidation resistance, and the corrosion resistance. On the other hand, Cr acts to decrease the tough- 
ness of steel. In particular, if the Cr content exceeds 20.0 %, the toughness would be noticeably decreased, thus 
accelerating decrease over time of the strength at high temperatures. The Cr content is therefore limited to the range 
of 11 .0 to 20.0 %. In particular, the Cr content is preferably to be not less than 14.0 % from the standpoint of improving 
so the high-temperature fatigue characteristics, and to be not more than 16.0 % from the standpoint of ensuring good 
workability. 

Ni: 0.05 to 2.0% 

55 [0034] Ni contributes to improving the corrosion resistance that is a specific feature of stainless steel. The Ni content 
is therefore required to be not less than 0.05 %. However, if the Ni content exceeds 2.0 %, the hardness of the steel 
would be too greatly increased, thus resulting in an adverse effect upon workability. 
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Mo: 1.0 to 2.0 % 

[0035] Mo is effective in increasing the strength at high temperatures and the corrosion resistance. The Mo content 
of not less than 1 .0 % is required to obtain satisfactory levels of the strength at high temperatures and the corrosion 
5 resistance. On the other hand, if the Mo content exceeds 2.0 %, the toughness would be noticeably decreased and 
decrease overtime of the strength at high temperatures would be accelerated. The Mo content is therefore limited to 
the range of 1 .0 to 2.0 %. Preferably, the Mo content is to be not less than 1 .5 % from the standpoint of improving the 
high-temperature fatigue characteristics. 

10 Al: not more than 1 .0 % 

[0036] Al is an element required as a deoxidizer in the steel producing process. However, addition of Al in an exces- 
sive amount would deteriorate the surface properties due to generation of inclusions. The Al content is therefore limited 
to not more than 1 .0 %. 

15 

Nb: 0.2 to 0,8 % 

[0037] Nb is an element effective in increasing the strength at high temperatures. The Nb content of at least 0.2 % 
is required Lo obLain a satisfactory level of the strength al high Lemperalures. On the other hand, if the Nb content 
20 exceeds 0.8 %, the toughness would be decreased and a decrease over time of the strength at high temperatures 
would be accelerated. The Nb content is therefore limited to the range of 0.2 to 0.8 %. In particular the Nb content is 
preferably not less than 0.4 % from the standpoint of improving the high -temperature fatigue characteristics, and not 
more than 0.6 % from the standpoint of developing stable characteristics at high temperatures. 

25 N: not more than 0.02 % 

[0038] If the N content exceeds 0.02 %, it would precipitate in the form of nitride at the grain boundary, thereby 
adversely affecting workability. The N content is therefore limited to not more than 0.02 %. 

[0039] Although the contents of essential ingredients of the inventive steel have been described above., the inventive 
30 steel may further contain any of the following elements as required. 

Ti: 0.05 to 0.5 %, Zr: 0.05 to 0.5 %, and Ta: 0.05 to 0.5 % 

[0040] Ti, Zr and Ta are each useful to precipitate in the form of carbide under application of heat during welding. 
35 This precipitation hardening effect contributes to improving the high -temperature fatigue characteristics. Accordingly, 
these elements are each required to be contained in amount of not less than 0.05 %. However, if the content of each 
element exceeds 0.5 %, the effect would be saturated, and in addition the surface properties of a resulting steel sheet 
would be noticeably deteriorated. The content of each element is therefore to be not more than 0.5 %. 

40 Cu: 0.1 to 2.0 % 

[0041] Cu is an element useful in improving the corrosion resistance and the toughness of steel. Accordingly, Cu is 
required to be present in amount of not less than 0.1 %. However, if the Cu content exceeds 2.0 %, the workability of 
steel would be decreased. The Cu content is therefore to be at most 2.0 %. 

45 

W: 0.05 to 1 .0 % and Mg: 0.001 to 0.1 % 

[0042] W and Mg are each elements useful in improving the high-temperature fatigue characteristics. Accordingly, 
these elements are required to be contained in an amount of not less than 0.05 % and not less than 0.001 %, respec- 
so tively. However, if the W and Mg contents exceed 1 .0 % and 0.1 %, respectively, the toughness of the steel would be 
decreased and the resistance to secondary work embrittlement in the weld would also be decreased. These elements 
arc therefore contained in the above-mentioned respective ranges. 

Ca: 0.0005 to 0.005 % 

55 

[0043] Ca is effective in preventing a nozzle from being clogged with a Ti-based inclusion during casting of a slab, 
and for this reason it is added as needed. Accordingly, Ca should be present in amount not less than 0.0005 %. 
However, if the Ca content exceeds 0.005 %, the resulting effect would be saturated, and in addition the corrosion 
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resistance would be decreased because a Ca-containing inclusion would cause the start of pitting corrosion. The Ca 

content is therefore to be not more than 0.005 %. 

[0044] In the inventive steel, the balance consists essentially of Fe. 

[0045] Herein, the expression "balance essentially Fe" means that, in addition to Fe, trace amounts of alkali metals, 
5 alkaline earth metals, rare earth elements, transition metals, etc. may be contained in the steel. Even if the inventive 

steel contains any of those elements, the advantages of the present invention will not be impaired. 

[0046] Further, other impurities such as S and P may be contained in the inventive steel. For these elements, (P + 

S) < 0.05 % is preferably satisfied. The reason is that when (P + S) is not more than 0.05 %, an aspect ratio, described 

below, can be controlled so as to fall in a desired range more satisfactorily. 
10 [0047] In the present invention, an adjustment of the steel composition to the respective ranges described above is 

insufficient by itself, and control of the steel structure after cold rolling and annealing is additionally required. 

[0048] More specifically, it is important that the steel structure after cold rolling and annealing be controlled to make 

an aspect ratio (^^d^o) of grain size in planes at 1/4 and 3/4 sheet thickness, seen a direction normal to a sheet 

surface, satisfy the following relationship: 

15 

1.03 <(d RD /d TO )< 1.35 

[0049] In the relationship shown in Fig. 2, d RD represents the average grain size in the rolling direction (RD direction) 
20 seen in a direction normal to the sheet surface, and d-pp represents the average grain size in a transverse direction 
(TD direction) perpendicular to the RD direction seen in a direction normal to the sheet surface. The average grain 
size was determined by evaluating a structure photograph by the segment method. Namely, two straight lines were 
drawn one in each of the RD and TD directions so as to extend over about 1 00 grains, and the quotients resulting from 
dividing lengths of the straight lines by the numbers of segments, corresponding to parts of the straight lines demarcated 
25 by the grain boundaries, were calculated as typical values d RD , d^ of the grain sizes in the respective directions. Then , 
the aspect ratio (degree of elongation) of grain size in the RD direction to grain size in the TD direction was determined 
from the ratio of dpo/dTp. 

[0050] Figs. 3 to 5 show results obtained by measuring the relationship between the aspect ratio (d^d^) and the 
Y.S. at 30° C (Fig. 3), the relationship between the aspect ratio (d^dj^) and tne r-value (Fig. 4), and the relationship 
30 between the aspect ratio (d^d^) and the Y.S. after maintaining a steel sheet at 900°C for one hour (Fig. 5), respec- 
tively, when the aspect ratio was variously changed by varying production conditions of the inventive steel, i.e., the 
steel having a composition containing C: 0.006 %, Si: 0.28 %, Mn: 0.2 %, Cr: 15.5 %, Ni: 0.7 %, Mo: 1.6 %, Al: 0.06 
%, Nb: 0.44 %, and N: 0.007 %, balance essentially Fe. 

[0051] As shown in Figs. 3 to 5, when d HD /drD satisfies the range of 1 .03 to 1 .35, the Y.S. at 30°C is not more than 
35 360 MPa, the Y.S. resulting after maintaining the steel sheet at 900°C for one hour is not less than 18.0 MPa, and the 
r-vaiue at 30°C is not less than 1 .3. That is, satisfactory values are obtained in achieving desired levels of the workability 
at room temperatures and the strength at high temperatures. 

[0052] On the other hand, if d^djQ iS ,ess than 03 > a disadvantage would occur in that the strength at high tem- 
peratures is noticeably decreased. Conversely, if d^d^ exceeds 1 .35, the r-value would be reduced, and in addition 

40 a problem would arise in the workability at room temperatures. 

[0053] In more detail, the following facts were found from the studies conducted by the inventors. As the aspect ratio 
has a smaller value and approaches 1 .0, the r-value is increased and the Y.S. at room temperatures is reduced, thus 
resulting in improved workability. However, stability of the strength at high temperatures over time is reduced, and 
surface properties, such as surface roughness, and surface oxidation characteristics are noticeably deteriorated. On 

45 the contrary, as the aspect ratio has a greater value, the Y.S. is excessively increased and the r-value is reduced, thus 
resulting in decreased workability. Furthermore, the in-plane anisotropy of workability is increased and the r-value in 
the rolling direction is noticeably reduced. This may cause such the difficulty in the forming step that end surfaces of 
pressed steel sheets are not aligned with each other. 

[0054] Those findings show the importance of controlling the aspect ratio so as to fail in the proper range defined in 
so the present invention. In particular, the aspect ratio is more preferably in the range of 1 .1 < (dRp/djo) < 1 .3 in planes 
at 1/4 and 3/4 sheet thickness. 

[0055] The reasons why the aspect ratio should bo determined from the observation of planes at 1/4 and 3/4 sheet 
thickness are given below. Because the steel structure in such a plane is not affected by segregation occurring in a 
core portion during casting and is less subject to the effect on a region near the surface from, e.g., the atmosphere 
55 during annealing, better correlation between the aspect ratio and other characteristics, such as the r-value and the 
strength at high temperatures as a whole of steel material, can be obtained. 

[0056] Furthermore, the term "r-value (Lankford value) 0 used herein means the average plastic strain ratio deter- 
mined in conformity with JIS Z2254. More specifically, a specimen JIS No. 13-B was sampled from a steel sheet after 
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cold rolling and the annealing in each of the rolling direction (L direction), the transverse direction (T direction) perpen- 
dicular to the rolling direction, and the diagonal direction (D direction) inclined at 45° from the rolling direction. The r- 
value of the specimen in each direction was measured from the ratio of width strain to thickness strain resulting when 
a simple tensile pre-strain of 1 5 % was applied to the steel sheet. The average plastic strain ratio, i.e., the r-value, was 
5 then determined from the following equation: 

r-value - (r L + 2r D + r T )/4 

10 where r L , r D and r T represent the r-vaiues in the L, D and T directions, respectively. 

[0057] Fig. 6 shows results obtained from measuring the relationship between the aspect ratio (d RD /d TD ) of grain 
size and high-temperature fatigue characteristics. 
' [0058] A high-temperature fatigue test was performed on specimens having various values of the aspect ratio of 
grain size. More specifically, a repeated bending test (with completely reversed bending) at 900°C was carried out in 

15 conformity with JIS Z2275 by using those specimens each having dimensions and a shape shown in Fig. 7, and meas- 
uring a 10 7 fatigue limit (maximum bending stress at which no fatigue cracks occur even after repeating the bending 
to 7 times). Herein, a bending stress a means a value resulting from measuring the bending moment M (Nm) in a 
section that produces a maximum stress (section at a TIG welding bead in Fig. 7) when a bending deformation is 
applied to the specimen, and dividing the measured momenl by the section modulus. As shown in Fig. 6, when the 

20 aspect ratio (di^o/^jo) satisfies the range of 1 .03 to 1.35, improved high-temperature fatigue characteristics are ob- 
tained with the 10 7 fatigue limit being 42 MPa or above. 

[0059] The reason why superior characteristics at high temperatures, especially stability over time of the strength at 
high temperatures and a high 10 7 fatigue limit, are obtained by controlling the aspect ratio as described above, is not 
fully known, but the views on that point of the inventors are as follows. When a material has an excessive aspect ratio, 

25 a large strain remains in a steel sheet and this residual strain results in the (Fe, Cr, Si) (Mo, Nb, V, W) 2 -based Laves 
phase being precipitated in an excessive amount. As a result, the amount of solid solution Mo, for example, which is 
important in improving the strength at high temperatures and the fatigue characteristics, becomes insufficient. On the 
other hand, when the aspect ratio is too small , grain growth is noticeably accelerated while the steel sheet is maintained 
at high temperatures, and during this growing process solid solution Mo is likewise lost as precipitates, thus resulting 

30 in a reduction in both the strength at high temperatures and the fatigue characteristics. 

[0060] As will be described later, the aspect ratio in the above range can be achieved by not only properly controlling 
the hot rolling conditions and the annealing conditions for a hot-rolled sheet, but also selecting the proper cold rolling 
conditions. 

[0061] Additionally, in applications of the inventive steel to an exhaust manifold or the like, if the steel sheet has a 
35 thickness of not greaterthan 0.3 mm, the absolute strength of the steel sheet would be insufficient, as such a material 
should have high strength at high temperatures of 850°C or above. For that reason, the thickness of the steel sheet 
is to be greater than 0.3 mm. On the other hand, an upper limit of the sheet thickness is 2.5 mm from the standpoint 
of ensuring a sufficient reduction in thickness during the cold rolling. When trying to produce a cold-rolled sheet having 
a thickness greater than 2.5 mm, the thickness of a hot-rolled sheet as a base sheet must be increased for ensuring 
40 a required reduction in thickness during the cold roiling. This may cause rupture of the weld because the bending force 
imposed upon the weld at a bending position (such as a bridle roll) is increased proportionally as the sheet thickness 
increases when the steel sheets passes a continuous line for the annealing and pickling of the hot-rolled sheet. If the 
inventive steel is employed in another application, e.g. : the field of materials for fuel cells in which corrosion resistance 
at high temperatures is required as a main characteristic, the sheet thickness is not limited to the above-mentioned 
45 range. 

[0062] Preferred conditions for producing the inventive steel will be described below. 

[0063] In the steel-making stage, conditions are nol limited to particular ones and the method generally employed 
in producing ferritic stainless steel can be practiced. For example, the inventive steel is preferably produced by a 
method of making ingot steel having a composition in the above-described desired range with a converter, an electric 

so furnace, or the like, and performing secondary smelting of the ingot steel with VOD (Vacuum Oxygen Decarburization). 
[0064] A steel material can be obtained from the resulting ingot steel by any of known casting methods, but it is 
preferable to employ the continuous casting method from the standpoints of productivity and quality. 
[0065] The obtained steel material is heated to a temperature of about 1000 to 1250°C and then subjected to hot 
rolling. A hot-rolled sheet having a predetermined thickness is thereby produced. The hot-rolled sheet is annealed by 

55 continuous annealing preferably at a temperature of 800 to 1 050°C, and then subjected to pickling. Subsequently, cold 
rolling is performed on the annealed sheet once or more including intermediate annealing to obtain a cold-rolled sheet. 
The cold-rolled sheet is subjected to finish annealing at a temperature of 650 to 1 1 50°C, preferably 900 to 1 1 00°C , for 
an annealing time of 10 to 300 seconds. A final product is then obtained after pickling. 
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[0066] In the present invention, when the hot rolling step is carried out in a tandem mill , the total reduction in thickness 
during passage through the final two stands is required to be not less than 25 %. Usually, in downstream stages of a 
tandem hot rolling mill, a sheet is hot-rolled at a low reduction in thickness for shape correction and stability of sheet 
passage. However, a high reduction in thickness is required to realize both good workability (r-value) and stable strength 
5 at high temperatures. 

[0067] Also, for strain accumulation and control of precipitates, the elapsed time between the final two stands is 
required to be held within 1 .0 second. Thus., the pass schedule and the sheet passing speed must be adjusted so as 
to satisfy such a requirement. 

[0068] If the elapsed time between the final two stands exceeds 1 .0 second, the strain accumulated by rolling in the 
10 first of the final two stands would partly disappear due to heat during such a period of time, and hence the strain energy 
once introduced into the steel would contribute less to recrystallization of the steel. 

[0069] Further, the linear pressure in the final pass is required to be not lower than 15 MN/m in addition to the 
foregoing requirements. The linear pressure can be determined by measuring the load with a load cell provided in the 
final mill stand, and dividing the measured load by the width of the hot-rolled sheet. The linear pressure during the hot 
15 rolling can be increased by any method such as increasing the reduction in thickness, lowering the hot rolling temper- 
ature, or increasing the strain rate (hot rolling speed). In any case, the greater the amount of strain accumulated, the 
easier are created points where dislocations occur that are entangled with each other, i.e., precipitation nuclei. Also, 
with the greater amount of strain accumulated, the effective diffusion coefficient is increased and hence recrystallization 
is accelerated., which contributes to developing good workability and stable strength at high temperatures. 
[0070] Moreover, annealing a hot-rolled sheet at temperatures of 800 to 1 050°C makes it possible to achieve proper 
control of recrystallization and the solid solution of part of the precipitates. If the annealing temperature is lower than 
800°C, the recrystallization would not progress sufficiently and the workability would be decreased. On the other hand, 
if the annealing temperature exceeds 1 050°C, the r-value would be noticeably reduced due to a variation in the crystal 
orientation after the cold rolling. 
25 [0071] The annealing time is not limited to a particular value, but it is preferably about 60 seconds. Note that the 
advantages of the present invention will not be impaired at all even by prolonging the annealing time for accelerating 
recrystallization and improving workability, or by carrying out box annealing as required. 

[0072] In the present invention, as described above, the aspect ratio (d^d^) of grain size in planes at 1/4 and 3/4 
sheet thickness, seen in the direction normal to the sheet surface, must be controlled so as to satisfy the range of 1 .03 
30 to 1 .35. Controlling the aspect ratio so as to satisfy the above range requires not only proper control of the hot rolling 
conditions and the annealing conditions for the hot-rolled sheet to the respective above-mentioned ranges, but also 
proper selection of the cold rolling conditions. 

[0073] First, in at least the final pass of the cold rolling, the sheet temperature is required to be not lower than 80°C. 
if the sheet temperature is lower than 80°C, the aspect ratio would be increased and the workability would be decreased. 
35 Although the reason is not yet fully understood, it is deemed that strain is accumulated due to the aging effect of a 
material and the steel is hardened. On the other hand, if the rolling temperature in the final pass exceeds 200°C, temper 
color would be developed due to surface oxidation. Incidentally, the sheet temperature was measured using a radiation 
thermometer for low temperatures or a contact-type thermometer having a rotary measuring probe. 
[0074] Then, the final pass of the cold rolling is required to be carried out as lubricated rolling with the coefficient of 
40 friction held in the range of 0.01 to 0.2. The reason is as follows. If the coefficient of friction exceeds 0.2, the effect of 
shearing deformation would be noticeable, thus resulting in both a decrease in workability and the formation of pre- 
cipitates, and hence a decrease overtime of the strength at high temperatures would be noticeable. On the other hand, 
if the coefficient of friction is less than 0.01 , slippage would occur during the cold rolling, with the result that the rolling 
would be no longer continued. The coefficient of friction can be determined based on the Brand and Ford solution (see, 
e.g., Proc. Instn. Mech. Eng., 159(1948), P.144-153) from forward tension and backward tension during the rolling, a 
measured load value, and a value of deformation resistance of a material which has been determined beforehand. 
[0075] Moreover, it is recommended that the reduction in thickness during the cold rolling be not less than 60 % for 
the purpose of improving the r-value. However, if the reduction in thickness exceeds 90 %, it would sometimes be 
difficult to obtain a stable high r-vaiue. 
so [0076] Although other conditions are not necessarily limited to particular ones, the finish annealing conditions are 
advantageously set to be not lower than 650°C and not shorter than 30 seconds for ensuring the completion of recrys- 
tallization. Regarding the annealing temperature, by setting it to be not lower than 650 C C, recrystallization can progress 
sufficiently and good workability can be achieved. However, if the annealing temperature exceeds 1 1 50°C, a drawback 
such as surface oxidation during the annealing would sometimes occur. For the same reasons as mentioned above, 
55 the annealing time is recommended to be maintained in the range of 30 to 300 seconds. 

[0077] By satisfying all of the requirements described above, the aspect ratio (d RD /<ho) ° f grain size in planes at 1/4 
and 3/4 sheet thickness can be properly controlled so as to fall in the range of 1.03 to 1.35. As a result, required 
characteristics, i.e., the Y.S. < 360 MPa and the r-value > 1 .3 at 30°C, the Y.S. > 1 8.0 MPa after maintaining the steel 
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sheet at 900°C for one hour, and the 1 0 7 fatigue limit > 42 MPa, are reliably obtained. 

[0078] Depending on applications, the steel sheet of the present invention may be produced by descaling, e.g., 
pickling, the hot-rolled sheet after the annealing with the omission of cold rolling. 

[0079] As a matter of course, superior characteristics can be similarly obtained even when the steel sheet produced 
5 by the present invention is formed into a steel pipe by any desired method. 

(Example) 

[0080] Molten steel having the composition shown in Table 1 was produced in a conventional smelting furnace. Then , 
10 continuous casting was performed on the steel to obtain a continuously cast slab having a thickness of 200 mm. The 
slab was hot-rolled in a tandem rolling mill under the conditions shown in Table 2. After annealing the hot-rolled sheet, 
the sheet was subjected to cold rolling and finish annealing. Then, by descaling the finish-annealed sheet by pickling, 
a product sheet was obtained. Three specimens were sampled from each product sheet. 

[0081] Each product sheet thus obtained was measured for the d HD fdTQ value > tne Y S - and tne r - va,ue at 30 ° c > and 
is the YS. after maintaining the specimen at 900°C for one hour. The results are listed in Table 3. Table 3 also shows 

results of conducting a repeated bending test (by completely reversed bending) at 900°C and measuring the 1 0 7 fatigue 

limit (maximum bending stress at which no fatigue cracks occur even after repeating the bending 1 0 7 times). 

[0082] The Y.S. (corresponding to a tension set of 0.2 %) at 30°C and 900°C was measured in conformity with JIS 

Z2241 and JIS G0567 respectively. The measured value after maintaining the specimen al 900°C for one hour was 
20 obtained by carrying our the measurement in a similar manner after soaking the specimen for one hour. 

[0083] Also, the r-value represents, as described above, the average plastic strain ratio determined in conformity 

with JIS 22254. 

[0084] Further, the aspect ratio was determined by evaluating a structure photograph of the plane at each of 1/4 and 
3/4 sheet thickness by the segment method. Namely, two straight lines wore drawn one in each of the RD and TD 
25 directions so as to extend over about 100 grains, and the quotients resulting from dividing lengths of the straight lines 
by the numbers of segments, corresponding to parts of the straight lines demarcated by the grain boundaries, were 
averaged to obtain average values d RD , dy D of the grain sizes in the respective directions. Then, the aspect ratio 
(degree of elongation) of grain size in the RD direction to grain size in the TD direction was determined from the ratio 
of d RD /d TD . 

30 [0085] As seen from the above description according to the present invention, a ferritic stainless steel sheet which 
is superior in mechanical characteristics at high temperatures, particularly strength at high temperatures, and worka- 
bility at room temperatures can be reliably produced. 
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Claims 

1 . A ferritic stainless stee! sheet having superior workability at room temperatures and mechanical characteristics at 
high temperatures, wherein said stainless steel sheet has a composition containing, by weight percent, 

5 

C: not more than 0.02 % s Si: 0.2 to 1 .0 % ; 
Mn: not more than 1 .5 %, Cr: 11.0 to 20.0 %, 
Ni: 0.05 to 2.0 %, Mo: 1 .0 to 2.0 %, 
Al: not more than 1 .0 %, Nb: 0.2 to 0.8 %, and 
10 N: not more than 0.02 %, 

balance essentially Fe, and an aspect ratio (dRp/o^p) of grain size in planes at 1/4 and 3/4 sheet thickness, seen 
in a direction normal to a sheet surface, that satisfies the following equation: 

1.03 Z(a RD rtTo)< 1.35 

where 

20 d RD : average grain size in a roiling direction (RD direction) seen in a direction normal to the sheet surface, and 

dyp: average grain size in a transverse direction (TD direction) perpendicular to the RD direction seen in a 
direction normal to the sheet surface. 

2. A ferritic stainless steel sheet according to Claim 1 , wherein said steel sheet has a thickness greater than 0.3 mm 
25 but not greater than 2.5 mm, and a strength Y.S. < 360 MPa and an r-value > 1.3 at 30°C, and wherein after 

maintaining said steel sheet at 900°C for one hour, the Y.S. > 1 8.0 MPa. 

3. A ferritic stainless steel sheet according to Claim 1 or 2, wherein P + S <, 0.05 wt%. 

30 4. A ferritic stainless steel sheet according to any one of Claim 1 to 3, wherein said steel sheet has a composition 
further containing, by weight percent, at least one of: 

Ti: 0.05 to 0.5 %, Zr: 0.05 to 0.5 %, and Ta: 0.05 to 0.5 %. 

35 5. A ferritic stainless steel sheet according to any one of Claim 1 to 4, wherein said steel sheet has a composition 
further containing, by weight percent, Cu: 0.1 to 2.0 %. 

6. A ferritic stainless steel sheet according to any one of Claim 1 to 5, wherein said steel sheet has a composition 
further containing, by weight percent, at least one of: 



40 



45 



50 



W: 0.05 to 1 .0 % and Mg: 0.001 to 0.1 %. 

7. A ferritic stainless steel sheet according to any one of Claim 1 to 6, wherein said steel sheet has a composition 
further containing, by weight percent, Ca: 0.0005 to 0.005 %. 

8. A method of producing a ferritic stainless steel sheet which is superior in workability at room temperatures and 
mechanical characteristics al high temperatures, said method comprising the steps of hot-rolling a sleel ingot in 
a tandem rolling mill to produce a hot-rolled sheet, said steel ingot having a composition containing, by weight 
percent, 



C: not more than 0.02 %, Si: 0.2 to 1 .0 %, 
Mn: not more than 1 .5 %, Cr: 11 .0 to 20,0 %, 
Ni: 0.05 to 2.0 %, Mo: 1 .0 to 2.0 %, 
Al: not more than 1 .0 %, Nb: 0.2 to 0.8 %, and 
55 N: not more than 0.02 %, 

balance essentially Fe; annealing the hot-rolled sheet; cold-rolling the annealed sheet once, or at least twice with 
intermediate annealing; and finish-annealing the cold-rolled sheet, 
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said hot-rolling step being such that a total reduction in thickness during passage through two stands of said 
mill to effect finish hot roiling is not less than 25 %, the elapsed time of passage through said two stands is 
not more than 1 .0 second, and the linear pressure in a final pass is not lower than 15 MN/m. said step of 
annealing a hot-rolled sheet being carried out at temperatures of 800 to 1050°C, a final pass in said cold- 
rolling step being carried out under conditions of a sheet temperature of 80 to 200°C and a coefficient of friction 
of 0.01 to 0.2. 

9. A method of producing a ferritic stainless steel sheet according to Claim 8, wherein said cold rolling step is carried 
out such that said steel sheet has a thickness of greater than 0.3 mm but not greater than 2.5 mm. 

10. A method of producing a ferritic stainless steel sheet according to Claim 8 or 9 , wherein said steel sheet has a 
composition further containing, by weight percent, at least one of: 

Ti: 0.05 to 0.5 %, Zr: 0.05 to 0.5 %, and Ta: 0.05 to 0.5 %. 

11. A method of producing a ferritic stainless steel sheet according to any one of Claim 8 to 10 : wherein said steel 
sheet has a composition further containing, by weight percent, Cu: 0.1 to 2.0 %. 

12. A method of producing a ferriLic stainless steel sheet according to any one or Claim 8 to 11, wherein said steel 
20 sheet has a composition further containing, by weight percent, at least one of: 

W: 0.05 to 1.0 % and Mg: 0.001 to 0.1 %. 

13. A method of producing a ferritic stainless steel sheet according to any one of Claim 8 to 12, wherein said steel 
25 sheet has a composition further containing, by weight percent, Ca: 0.0005 to 0.005 %. 
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FIG. 3 
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